(19) 



(12) 



(45) Date of publication and mention 
of the grant of the patent: 
19.01.2000 Bulletin 2000/03 

(21) Application number: 93107618.6 

(22) Date of filing: 11.05.1993 



Europaisches Patentamt 
European Patent Office 
Office europeen des brevets (11) EP 0 569 921 B1 

EUROPEAN PATENT SPECIFICATION 

(51) Intel. 7 : B32B 7/06, C09J 7/02 



(54) Self-adhesive decorative surface covering material 
Selbstklebendes, dekoratives Oberfiachenbelagmaterial 
Materiau d6coratif et autocollant pour le rev§tement de surfaces 



(84) Designated Contracting States: 

AT BE CH DE ES FR GB IT LI LU NL SE 

(30) Priority: 14.05.1992 US 883034 

(43) Date of publication of application: 
18.11.1993 Bulletin 1993/46 

(73) Proprietor: DECORA, INCORPORATED 
Fort Edward, NY 12828-1727 (US) 

(72) Inventor: Smith, John R. 
Gansevoort, NY 12831 (US) 



(74) Representative: 

Gervasl, Gemma, Dr. et al 
NOTARBARTOLO & GERVASI Sri, 
Corso dl Porta Vlttoria, 9 
20122 Milano (IT) 



(56) References cited: 
FR-A-2 620 721 
GB-A- 2 068 833 
US-A-4151 319 



GB-A-1 116 262 
US-A-3130113 
US-A-4 767 654 



Note: Within nine months from the publication of the mention of the grant of the European patent, any person may give 
notice to the European Patent Office of opposition to the European patent granted. Notice of opposition shall be filed in 
a written reasoned statement. It shall not be deemed to have been filed until the opposition fee has been paid. (Art. 
99(1 ) European Patent Convention). 



Printed by Xerox (UK) Business Services 
2.16.7/3.6 



EP 0 569 921 B1 



Description 

(0001] This invention relates to casting substrates, plastic films, adhesives, release substances, and temporary car- 
riers, and the combination thereof in making up articles adapted to cover surfaces. 

5 

BACKGROUND OF THE INVENTION 

[0002] Silman, U.S. Pat. No. 3,1 30, 1 1 3, describes a multi-component composite bonded article which may be sold as 
a package to the housewife or any other person desiring to cover a surface, whether it be smooth, broken, straight or 
w curved, and a method and means for producing such composite package. Such products have enjoyed wide commer- 
cial success. In such a construction, there is proposed the bonding, by a pressure sensitive adhesive, of a relatively 
thick, self-supporting, cast or coated polyvinyl chloride) thermoplastic film with or without cloth, and with or without a 
design or decoration, to a temporary base, preferably of relatively heavy paper; the arrangement being such that when 
the package is to be used for the purpose intended the paper readily may be stripped off, thus exposing the pressure 
is sensitive adhesive which remains adherent to the plastic film whereby the covering may be adhesively secured to the 
surface to be covered. Such laminated products have several shortcomings: they have a tendency to adhere rapidly and 
permanently to the structure being decorated, and do not lend themselves readily to sliding for pattern matching and 
seam adjustments in the hands of inexperienced installers. The relatively thick film which is applied to the surface pro- 
duces an edge which shows through subsequently applied surface coatings. In other words, painting over such edges 
20 produces a visible mark. Finally, the relatively thick film does not easily adhere to porous or highly irregular substrates, 
making it difficult, for example, to apply to concrete block, to wood-grained siding, and to floor tiles, and the like. 
[0003] Parkinson, et al, U.S. Pat. No. 3,620,366 disclose a composite structure providing a wallpaper which comprises 
a paper substrate having a decorative surface and coated on the back surface with a coating of a permanently tacky 
pressure-sensitive adhesive, the decorative surface being coated with a protective coating of a synthetic resin, the pres- 
25 sure-sensitive adhesive coating and the synthetic resin coating being so chosen that, in the finished wallpaper, the coat- 
ing of synthetic resin on the decorative surface acts as a release coat for the adhesive. The object of such a construction 
is to permit self-roiling without the need for release paper, but redecoration is stated to require the wallpaper to be 
removed (because (i) the edges show through when painted over and (ii) the release coat over the decorative surface 
is almost impossible to adhere to). 
30 [0004] Sackoff and Smith, U.K. Pat. No. 1 ,541 ,31 1 , disclose pressure-sensitive adhesive coated laminates like the 
Silman laminates, mentioned above, but with much improved ease of application in that they can be positioned and, if 
necessary, repositioned, during the application time even if the covering has been affixed to the substrate, to facilitate 
removal of bubbles, to line up abutting edges, and to perfectly match patterns. This is accomplished by making a lami- 
nate of the type comprising a facing layer, generally of a decorative or protective material, and a layer of a pressure sen- 
35 sitive adhesive adjacent to one surface thereof, and then depositing on the surface of the pressure sensitive adhesive 
layer a substantially uniformly distributed, discontinuous layer of a material possessing certain controlled-retease prop- 
erties, for specific example, a patterned polysiloxane layer or a layer comprising small beads or droplets of the polysi- 
loxane. Such a layer produces a relatively low peel value, i.e., a low degree of affinity for the substrate or to itself. Thus, 
the laminate can be moved around and it can be separated and used even if inadvertently folded upon itself during 
40 application. Ultimately, and desirably, the applied laminate develops a high degree of peel strength, with time, e.g., after 
about 8 hours. 

[0005] Sackoff, Smith and Walling, U.S. Pat. No. 4,151,319, represents the present state-of-the art in its description 
of pressure sensitive adhesive coated laminates in which the material which produces a low zero-minute peel value, 
e.g., a polysiloxane, is intimately admixed with the adhesive prior to the adhesive being coated on the release surface. 
45 Repositioning is facilitated and, ultimately, time produces a more permanent installation. However, because a relatively 
thick self-supporting film is used, redecoration without leaving painted edges, and application to uneven substrates, 
such as concrete blocks remain as shortcomings. 

[0006] Mention is also made of Riggsbee, U.S. Pat. No. 4,767,654 which describes a laminated construction useful 
for tags, labels and stickers, in which a seif-detackifying laminate is prepared in which a resin film is attached to a cast- 
so ing substrate to form a composite web, and an adhesive is deposited on the resin film side of the composite web. The 
composite web can be affixed to a temporary release paper or to a substrate, and the casting substrate may be printed 
to provide a tag or coupon which may thereafter be peeled off, e.g., by a customer seeking a rebate, leaving the surface 
of the article dry, with a substantially transparent, non-tacky, residue exposed. 

[0007] Thus, there are an abundance of decorative surface covering arrangements known to those skilled in the art 
55 It has heretofore been widely believed, however, that an effective laminated construction had to employ a self-support- 
ing sheet to decorate the substrate to ensure that it did not tear or stretch and deform during application. This, however, 
leads to a lack of adhesion to uneven substrates and to difficulty in redecorating, e.g., edges which are visible after 
painting, as mentioned above. 
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BRIEF PESQRIPTIQN O F THE- DRA W INGS 
[0017] 

5 FIG. 1 is a block diagram of the composite laminate structure according to the invention having a thin transparent 
film, over which printed layers (not shown) can be provided; 

FIG. 2 is a perspective view of the composite laminate according to the invention, showing an optional, temporary, 
release backing; 

FIG. 3 is a perspective view of a surface to be decorated to which is attached a composite web according to the 
10 invention with the casting substrate portion partially detached and a printed design on the thin film. 
FIG. 4 is a schematic diagram of a process in accordance with the present invention. 

DETAILED DESCRIPTION OF THE INVENTION 

is [0018] The self-adhesive decorative surface covering laminate according to the invention comprises a composite web 
of a thin non-self-supporting resin film deposited on and attached to a casting substrate or top sheet optionally making 
use of a controlled release substance. The casting substrate or top sheet in the preferred embodiment, acts as a remov- 
able protective layer and provides strength to the non-self-supporting thin resin film during processing and application. 
An adhesive, preferably a pressure-sensitive adhesive, is applied onto the exposed resin film side of the composite web, 

20 and is used to firmly attach the composite web to an optional temporary backing sheet or to the substrate material to 
be decorated itself. The resin film or foil may be applied to any surface, package, container or substance to which the 
composite web may be adhered using any type of adhesive suitable for attaching the composite web directly to the sub- 
strate. 

[0019] The casting substrate or top sheet, may be composed of any substance that is capable of forming the com- 
25 posite web with the thin resirvfilm to achieve the desired degree of attraction necessary to maintain the thin resin film 
on the casting substrate at the desired release force. Degree of attraction, as defined herein, is the force of attraction 
created between the casting substrate and resin film. Even if, as is preferred, an adhesive is not used, a certain desired 
release force is needed to overcome the London or dispersion force created in order to separate the casting substrate 
from the resin film. This can be controlled, i.e., reduced, to any desired level, if necessary, by using an optional control- 
30 Jed-release coating, cast, laminated or deposited from a liquid medium in the casting substrate to provide a matte or 
glossy finish. 

[0020] Preferably, the casting substrate is paper or a thermoplastic film, preferably selected from high density poly- 
ethylene, low density polyethylene, polypropylene, polyester, polyurethane, polyacrylate, polycarbonate and SURLYN® 
ionomers, and it is further preferred, but not essential, that casting substrate be transparent. Printing may be applied to 

35 either or both sides of the thin resin film depending on the type of material utilized. 

[0021] The resin film, which is attached onto one side of the casting substrate or top sheet, is a thin, i.e., 0.75 to 25u/n 
(0.03 to 1 .0 millinnches) thermoplastic resin such as polyester, polyacrylate, polyurethane, polyamide, synthetic rubber, 
e.g., SBR, isoprenes, and the like, or a combination of such materials. The thin film typically has a weight to area ratio 
in the range of from about 0.1 mg/cm 2 to about 3.4 mg/cm 2 . Depending on the conditions and type of resin used, the 

40 resin film may be clear, translucent or opaque. When the resin film is clear, it is possible to transmit any desired mes- 
sage on a backing sheet or on the substrate material to be decorated once the film or foil has been affixed. 
[0022] The resin film may be applied to the casting substrate by either laminating a thermoformed film, by depositing 
a 100 wt-% solids resin, or by either deposition from an organic solvent or from an aqueous medium. If desired, a heat- 
curable. UV-curable, or electron beam-curable system can be used. Preferably, the resin film is formed by passing the 

45 casting film continuously into contact with a transfer roller bathed with the film forming material in a liquid medium under 
conditions appropriate to achieving a London or dispersion force that permits the casting substrate to be stripped from 
the resin film or foil at a desired release force. The thermoplastic resin then is sent through a conventional curing oven 
where it bonds to the casting substrate under elevated conditions of temperature. 

[0023] Composite webs may be employed which require a very small release force to strip the casting substrate from 
so the thin resin film, while other composite webs require large release forces. Release forces in between are all possible, 
depending on the strength of the London or dispersion force established between the casting substrate and thin resin 
film. The release force needed to overcome the London or dispersion force at the casting substrate resin/film interface, 
however, must be within a certain range for proper functioning of the decorative film so that the casting substrate can 
be stripped without at the same time stripping the film from the substance to be decorated. Thus, a low release force 
55 could possibly result in premature separation, while a high release force may create difficulties in peeling away the cast- 
ing substrate. In this regard, it has been found that the composite web according to the invention preferably requires a 
release force ranging from about 2 to about 39 grams per cm width (about 5 to about 1 00 grams per inch width) to effec- 
tuate proper separation of the casting substrate from the resin film, with a preferred range being about 7,9 to about 23,6 
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grams per cm width (about 20 to about 60 grams per inch width). Such forces are measured in ways well known to those 
skilled in this art. 

[0024] The achievement of the desired London or dispersion force depends upon the control of certain factors such 
as the temperature of the resin film solution or emulsion when contacting the casting substrate, the Corona discharge 
5 treatment of the casting substrate's surface prior to lamination, the oxidative etching of the casting substrate's surface 
prior to lamination, the use of a pretreatment comprising a controlled release influencing substance and the tempera- 
ture used in any curing ovens. The creation of the composite web, for example, in one aspect, uses the application of 
an elevated temperature as demonstrated in Example 1 herein, although, as mentioned, other curing systems can be 
used. 

10 [0025] The composite web may be secured to a temporary backing sheet or directly to a surface material to be dec- 
orated by means of an adhesive. Any conventional adhesive can be used, such as a water-activated adhesive, a heat- 
activated adhesive, a pressure sensitive adhesive, and the like. The composite web may first be secured to a backing 
sheet through the use of an adhesive, such as a pressure sensitive adhesive, and, after stripping off the backing sheet, 
the composite may be adhered to the surface material to be decorated. In the alternative, the composite web may be 

15 adhered directly to the surface material to be decorated without the use of a backing sheet. In this embodiment, the 
adhesive is applied directly to the resin film side of the composite web, which side is then adhered to the surface to be 
decorated. The side to which the adhesive is not applied may then be readily detached by applying the appropriate 
release force leaving the resin film or foil attached to the surface. 

[0026] When a transparent resin film or foil is employed, the color and any printing, or decorative indicia contained on 

20 the backing sheet or surface to be decorated, is visible after the casting substrate is removed. 

[0027] In other embodiments of the invention, a printed decoration, or a printed pattern, message or the like may be 
back printed on the resin film side of the composite web prior to the application of the adhesive. After the composite 
web is attached to the surface to be printed or to the backing sheet, removal of the casting substrate would then expose 
the back printed resin film bonded to the surface or to the backing sheet thereby revealing a desired message, a pleas- 

25 ing color, any decorative effect desired, and the like. 

[0028] To adhere the composite web to the backing sheet or to the surface to be decorated, it is possible to directly 
apply adhesive to the resin film portion of the composite web or, in the alternative, the adhesive can be transfer coated 
onto the thin resin film side of the composite web by known industry techniques. It is preferable to apply the adhesive 
by means of direct coating. When ready to apply the composite web to the backing sheet or surface to be decorated, 

30 the release liner is pulled away enabling the application of the composite web to the backing sheet or surface to be dec- 
orated. The force required to pull the release liner from the adhesive layer should be less than the force required to 
remove the casting substrate from the resin film so as to avoid premature detachment of the casting substrate from the 
resin film or foil. Pressure sensitive adhesives are preferred, but other types of precoating adhesives suitable for use in 
the invention include heat activated and remoistenable adhesives. 

35 [0029] The composite web may be converted into a decorated embodiment by subjecting the composite web either 
in roll or sheet form to methods of operation known in the industry for coloring, e.g., by including a pigment in the thin 
film resin or by inline printing and die cutting. One-color and multi-color printing machines well known to the industry 
may be used for this purpose. Transfer printing can also be used to decorate the thin film in ways well known to those 
skilled in the art 

40 [0030] With reference to the figures, FIG. 1 displays the basic arrangement of the preferred embodiment of the inven- 
tion. The removable casting substrate is attached to the thin, non-self-supporting, elastomeric resin film at a desired 
release force. The thin, non-self-supporting, elastomeric resin film is attached to an optional, temporary release liner by 
means of an adhesive, preferably a pressure sensitive adhesive. Once any optional release liner is removed, the com- 
posite web may be attached to a surface to be decorated, and, finally, the casting substrate is removed. 

45 [0031] FIG. 2 is a perspective view of the decorative surface covering laminate according to the invention, with com- 
posite web 5 made up of casting substrate 1 and thin, non-self-supporting, elastomeric film 2 attached to a temporary 
backing sheet or surface to be decorated 4 by means of adhesive 3. 

[0032] FIG. 3 illustrates the removal at a desired release force of the casting substrate 1 from the surface of an article 
to be decorated 5', with the thin, non-self-supporting, elastomeric film 2 remaining secured to the article 5' by means of 
so adhesive 3. When the thin film 2 is composed of a clear material, or a pattern including clear, transparent areas , article 
5\ or selected areas thereof remains visible through the film 2 and the adhesive 3. 

[0033] FIG. 4 shows a method for forming a laminate in accordance with the present invention comprising first coating 
a sheet of casting material 1 0, which may suitably be kraft paper or other supportive plastic sheet such as polyester, as 
defined hereinabove, from roll 12, which turns in the direction indicated by arrow A, optionally with a suitable controlled 
55 high energy release composition (meaning that more energy is required to remove the liner from the thin resin film com- 
pared to that energy required to remove the pressure sensitive adhesive (PSA) backing) 14 for providing a gloss or 
matte finish, such as, a polyolefin, or one of the other conventional materials used for this purpose. 
[0034] After application of the optional controlled release composition 14, the coated casting substrate 16 is passed 
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through oven 18 which utilizes conventional drying methods for release coating compositions. Typically, temperatures 
in the range from about 87,8°C to 1 37,8°C (1 90° to 280° F) for about 5 to 1 20 seconds are used. Typically the optional 
controlled release composition 14 is a low energy polymer, e.g., a polyester and the dried and cured coating content 
generally is in the range of from 1 .6 to 32.5 mg/dm 2 (0.1 lb/3000 ft 2 to about 2.0 lbs/3000 ft 2 ) and it has a thickness in 
the range from about 0.75 to 25 ujti (0.03 to 1 .0 milli-inches) 

[0035] Thereafter, the optionally coated and dried sheet is passed into contact with a composition 20 for producing a 
thin, non-self-supporting elastomeric, conformable thermoplastic resin film, the coated film being thereafter passed 
through heated oven 24 having substantially the same design as oven 18 to produce composite web 26. Typically, tem- 
peratures in the range from about 87.8°C to 1 37.8°C ( 1 90 to 280° F) for about 5 to 1 20 seconds are used. Typically, the 
film forming composition 20 has a composition which will be as described hereinafter and generally the thin film pro- 
duced has a thickness in the range from about 1.8 to 30.5 urn (0.07 to about 1.2 milli-inches) Generally, it is provided 
in an amount, based on the dry solids weight, of from about 0.25 to about 4.0 mg/cm 2 . 

[0036] Optionally, composite web 26 can be passed into contact with one or more printing or color application stations 
28, each having an associated oven 30, like oven 18, for applying printing or a solid color to the resin film side of the 
composite web. Such techniques are well known to those skilled in this art. Furthermore, although 4 stations are shown 
more or less can used, for example, from 1 to 10, depending on the number of colors desired. 
[0037] Next, optionally printed composite web 26' is coated with adhesive using transfer roll/bath assembly 32. After 
application of the adhesive, the adhesive-coated composite web 34 is passed through oven 36 which uses conventional 
drying methods suitable for the adhesive employed. Typically, temperatures in the range from about 87.8°C to 137.8°C 
(190 to 280° F) for about 5 to 120 seconds are employed. For adhesives in the prepolymer form, a curing treatment is 
generally required. Such treatments are conventional in the art and may utilize heat and/or other means to effect curing. 
Typically, adhesive layer 34 has a composition which will be as described hereinafter and generally the adhesive layer 
produced has a thickness in the range from 1.8 to about 30.5 um (about 0.07 to about 1.2 milli-inches). Generally, it is 
coated in an amount, based on the dry solids weight, of from about 0.25 to about 4.0 mg/cm 2 . 
[0038] Thereafter, the thus coated and cured adhesive coated composite web designated as 38 is optionally married 
to temporary backing layer 40, such as a conventional silicone-coated kraft paper, unrolled from roll 42. The two layers 
are married by passing through nip rolls 44 and 46 in a manner well known in the art. The pressure of nip rolls 44, 46 
generally ranges from about 1 .4 to 4.2 kg/cm 2 (20 to 60 psi). Thereafter, the finished laminate is rolled onto roll 48 which 
revolves in the direction indicated by arrow B. Alternatively, for a self-wound product, temporary backing layer 40 is not 
applied, but instead composite web 38 is rolled onto optional windup roller 46' shown by broken lines in FIG. 4 which 
revolves in the direction indicated by arrow C. In a preferred embodiment, a 2-X sided release substrate made in 
accordance with the above detailed description can be used to make the self-wound product in the same apparatus. 

DESCRIPTION OF THE PREFERRED EMBODIMENT? 

[0039] The invention is described in further detail by the following examples. 

EXAM P LE 1 

[0040] Using an apparatus as generally shown in FIG. 4, six casting substrates are provided with a thin water-based 
polyester film. The casting substrates are as follows: 



Substrate 


Thickness 


Surface 


Treatment 


PET* 89 MICROM 


3.5 mils 


High Gloss 


Uncoated-None 


PP* 89 MICROM 


3.5 mils 


High Gloss 


Uncoated-None 


PET 102 MICROM 


4.0 mils 


Semi Gloss 


Low energy polyester matte coating 0 


PET 102 MICROM 


4.0 mils 


Dull Gloss 


Flat coating d 


PP 102 MICROM 


4.0 mils 


Dull Gloss 


Flat coating 


Paper 102 MICROM 


4.0 mils 


Dull Gloss 


Flat coating 



a-poty(ethylene terephthalate) 
b-polypropylene 

c-applied from an aqueous medium in pan 14, FIG.4 

d-nigh energy polyester coating applied from an aqueous medium in pan 14, FIG.4 
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With respect to treatments under footnotes c and d, they are cured at about 176.67°C to 204.44°C (350° to 400°F) for 
about one minute. The weight of the release coatings is in the range of 4 to 64 mg/cm 2 (0.25 lb/3000 ft 2 to 4.0 lbs/3000 
ft 2 ). 

[0041] The coated casting substrates are next provided on one surface with a thin, non-self-supporting elastomeric, 
5 conformable film layer comprising the following: 



Resin 


Composition/Properties 


Polyester 


Water based (25-60% solids) 




100% Modulus 70-482 kg/cm 2 (1000-6000 psi (free film) 




Tensile strength 21 1-562 kg/cm 2 (3000-8000) psi (free film) 




Elongation 100-400% (free film) 


Polyacrylate 


Elongation about 200% (free film) 


| Polyurethane 


Elongation about 200% (free film) 



20 

To produce composite webs, the resin films are deposited on the casting substrates from solutions in pan 20 in the 
apparatus shown schematically in FIG. 4. After drying the films at 176.67°C to 204.44°C (350° to 400°F) for about 60 
seconds, transparent elastomeric, conformable layers of about 0.75 to about 25 microm (0.03 millMnches to 1.0 millt- 
inches) in thickness are obtained. 
25 [0042] The resin side oithe composite web is reverse printed in the apparatus of FIG. 4 using in the pans of two print- 
ing stations 28 two colors of green, the printing comprising a leafy pattern which also includes unprinted transparent 
areas in the shape of leaves. 

[0043] The composite webs are next coated on the reverse printed resin side with a water based pressure sensitive 
adhesive comprising a copolymeric acrylic-vinyl acetate aqueous emulsion, 50% solids, 480 cps (#3 spindle), as 
30 described in US. Patent No. 4,151,319. The adhesive is contained in the pan under and bathing roller 32 in the appa- 
ratus of FIG. 4. The coated composite is dried at about 1 15.56°C (240° F) for about 5-10 seconds to yield a dry deposit 
of pressure sensitive adhesive of from about 1 to 2 milligrams per square centimeter. 

[0044] If the thin film is adhered to one of the casting substrates to which it has inherently poor adhesion, e.g., glossy 
polyester, glossy polypropylene, or a release paper it can be self-wound and then later unwound for use. 

35 [0045] On the other hand, if the thin film has higher adhesion to the casting substrate, the adhesive coated side of the 
resulting laminate is next married to a release sheet prepared from kraft paper 19kg per ream (42 pounds per ream) 
coated by the procedure of U.S. Patent No. 4,151 ,319, Example 1, with a conventional silicone release finish, e.g., Dow 
Corning Syloff 23 with DC 23A catalyst to an amount of about 227g per ream (0.5 pounds per ream). 
[0046] The release values between the printed thin conformable resin films and the polymeric or paper casting sub- 

40 strates and between the pressure sensitive layer and the polymeric or paper casting substrates and between the pres- 
sure sensitive adhesive layer and the bonding substrate is expressed in g/cm (gm/inch) width and is measured on an 
Instron Tester at a rate of 30,48 cm/minute (12 inches/minute) and an angle of 180 degrees. The release values obey 
the following general relationship: 

45 Thin Film + Liner > Pres. Sens. Adhes. + Liner < Pres. Sens. Adhes. + Bonding (Mounting) Substrate 

[0047] It is preferred but not essential for the thin film release from its liner to be a higher value than that of the pres- 
sure sensitive adhesive from its liner but it is essential that both the thin Aim release from its liner and the pressure sen- 
sitive adhesive release from its liner both be lower than the pressure sensitive adhesive release from the bonding 
so substrate. Typically, values obtained from the Examples described above are as follows: 

Thin Film: 7.87 g/cm (20 gms/inch) width 

Pressure Sensitive Adhesive: 3.96 g/cm (10 gms/inch) width 

Bonding substrate: 78.7 g/cm (200 gms/inch) width 

55 

[0048] To demonstrate the use of above described construction as a surface decorating material, the laminate is 
unwound, and the temporary backing layer (if such is present) is peeled away from the adhesive layer. The adhesive 
coated composite is next applied to white wall board. The casting substrate is then peeled away and discarded, leaving 
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behind adhesively attached to the board a thin film of decorated thin resin film having a leafy printed design and also a 
pattern of white leaves because the white wallboard is seen through transparent areas of the film. The film is so thin 
that an overpainted edge is essentially invisible. 

EXAMPLE 2 

[0049] In another way of proceeding, an adhesive coating is prepared as described in Example 1 . This coating is then 
applied to the resin film side of the polyester casting substrate/polyester film composite web from Example 1 . This time, 
no temporary release liner is applied, but instead, the controlled release coating is applied to the casting substrate of 
the composete web and the laminate is self-wound upon itself. To demonstrate utility, the roll is unwound and positioned 
and the adhesive layer used to bond the composite web to a piece of wallboard. The polyester casting substrate is 
peeled away and discarded, leaving behind the thin decorated polyester film adhered to the board by the pressure sen- 
sitive adhesive. 

EXAMPIE3 

[0050] Self-adhesive surface decorating laminates are constructed in a manner similar to those of Examples 1 and 2 
using non-self-supporting films made from polyvinyl chloride), poly(acrylate), styrene-butadiene copolymer rubber and 
poly(isobutylene). These coatings are but a few of the many combinations and coatings one may use for this product. 
The release values of the resin films from the casting substrates are such that the casting substrates can be stripped 
from the resin films after they have been applied to the surfaces to be decorated without at the same time removing the 
films from the wallboard. 

[0051] The Patents and any publications and test methods cited hereinabove are incorporated herein by reference. 
[0052] While there have been described what are presently believed to be preferred embodiments of the invention, it 
will be apparent to a person skilled in the art that numerous changes can be made in the ingredients, conditions and 
proportions set forth in the foregoing embodiments. For example, instead of a pressure-sensitive adhesive, a water-acti- 
vatable adhesive or a heat- activatable adhesive can be used. Instead of a polyester, polypropylene or paper casting 
substrate, one made of polyurethane, polyacrylate, polycarbonate, or the like, can be used. Instead of printing the film, 
it can be left clear or transparent. Instead of curing with heat, ultraviolet-light-activated and electron beam-activated cur- 
able coating systems can be used. All such obvious modifications can be employed without departing from the invention 
as described herein and as defined in the appended claims. 

Claims 

1 . A self-adhesive decorative surface covering laminate in sheet form for walls, shelves, furniture, home furnishing, 
flooring and the like, comprising a casting substrate, a thermoplastic resin film attached to the casting substrate to 
form a composite web and an adhesive situated on the resin side of the composite web, characterized in that 

it further comprises, optionally, a controlled-release surface on said casting substrate (1 ) providing a matter or 
glossy finish and adapted to control the surface energy of release of the first layer subsequently applied to said 
casting substrate (1 ); 

said thermoplastic resin film (2) is a non-self-supporting, elastomeric resin film comprising a layer or layers on 
the casting substrate (1) and attached thereto by means comprising attraction forces between said resin film 
(2) and said casting substrate (1 ) or said casting substrate (1 ) having a controlled-release surface to form a 
composite web (5), said resin film (2) having a thickness of from 0.75 to 25 urn, said resin film (2) bearing no 
visible edges after redecorating; in that said adhesive (4) includes in intimate admixture an effective amount of 
a material for producing a low zero minute peel value whereby said laminate can be easily applied to a sub- 
strate to be decorated and removed and repositioned or straightened, if necessary, and thereafter provides an 
increase in peel value over time to provide that said adhesive (4) has an ultimate release energy level greater 
than the attraction forces between said resin film (2) and said casting substrate (1) or said casting substrate (1) 
having said controlled-release surface, said adhesive (4) being situated on the resin film side of said composite 
web (5) opposite said casting substrate (1 ); and in that 
- it further comprises, optionally, a temporary backing in contact with said adhesive (4). said backing being 
adapted subsequently to be stripped from contact with said adhesive (4), whereby said composite web (5) is 
suitable for mounting on a substrate to be decorated, after first having stripped any optional temporary backing 
therefrom, and said casting substrate (1 ) may, at the option of the user, be separated from said resin film (2) at 
a release force that effectuates such separation, without, at the same time, stripping said resin film (2) from the 
substrate to be decorated, and said resin film (2) may be overcoated with one or more abrasion-resistant coat- 
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ings. 

2. The laminate as defined in Claim 1 which is self- wound and does not include said optional temporary backing, said 
adhesive (4) being further characterized by having a bonding energy of adhesion of a lower value than that of the 

5 side of said casting substrate (1 ) which is not covered by said resin film (2), whereby when rolled upon itself said 
adhesive (4) remains on said resin film (5) without transferring to the non-resin film side of said composite web (5). 

3. The laminate as defined in Claim 1 characterized in that it is not self-wound and in that it includes said optional tem- 
porary backing. 

10 

4. The laminate as defined in Claim 1 wherein said casting substrate (1 ) comprises paper or a polymer film. 

5. The laminate as defined in Claim 4, wherein said polymer is selected from polyethylene, polypropylene, polyvinyl 
chloride), polyester, polyurethane, polyacrylate, polycarbonate, polyamide, synthetic rubber or a blend comprising 

15 any of the foregoing. 

6. The laminate as defined in Claim 1 wherein said release force between said casting substrate (1) or said casting 
substrate (1) having said controlled-release surface and said resin film (2) is about 2 to about 39 grams per cm (5 
to about 100 grams per inch) width, and the adhesion energy level of said adhesive (4) is greater than the release 

20 force between said casting substrate (1) or said casting substrate (1) having said controlled-release surface and 
said resin film (2). 

7. The laminate as defined in Claim 6 wherein said release force between said casting substrate (1 ) or said casting 
substrate (1) optionally having said controlled-release surface and said resin film (2) is about 7.9 to about 23,6 

25 grams per cm (20 to about 60 grams per inch) width. 

8. The lamiante as defined in Claim 1 wherein said adhesive (4) is selected from the group consisting of a pressure 
sensitive adhesive, a heat activated adhesive, and a remoistenable adhesive. 

30 9. The laminate as defined in Claim 1 , wherein said material for producing a low zero-minute peel value comprises a 
polysiloxane and said material is present in an amount comprising from about 0.001 to about 20 percent based on 
the solids content of said pressure sensitive adhesive. 

10. The lamiante as defined in Claim 1, wherein said resin film (2) comprises an acrylic, a polyester, polyvinyl chlo 
35 ride), a synthetic rubber, a polyurethane, or a mixture of any of them, deposited from an organic solvent or a water- 
based medium onto said casting substrate (1 ) and cured by heat, electron beams or ultra-violet light. 

11. The laminate as defined in Claim 1 , wherein said resin film (2) is transparent such that once said casting substrate 
(1 ) is removed, the color or any indicia on the substrate to be decorated is evident. 

40 

12. The laminate as defined in Claim 1, wherein said resin film (2) is transparent and the resin film side of said com- 
posite web (5) is reverse printed in one or more colors with decorative indicia prior to the application of said adhe- 
sive (4). 

45 13. The laminate as defined in Claim 12, wherein said resin film side of the composite web (5) is reverse printed in one 
or more colors with a pattern of decorative indicia such that transparent, unprinted areas remain whereby the color 
or any printed indicia in said substrate to be decorated is evident. 

14. The laminate as defined in Claim 1 wherein said resin film (2) is a solid pigmented opaque thin film and the deco- 
50 rated surface has the appearance of a dry paint. 

15. A process for the preparation of a self-adhesive decorative surface covering laminate in sheet form for walls, 
shelves, furniture, home furnishing, flooring and the like, comprising a casting substrate, a thermoplastic resin film 
attached to the casting substrate to form a composite web and an adhesive situated on the resin side of the com- 

55 posite web, characterized by comprising the steps of: 

(a) providing a casting substrate (1); 

(b) optionally, providing a controlled-release surface on said casting substrate (1) either by providing a glossy 
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finish, a matte finish or a release coating, said surface being adapted to control the surface energy of release 
of the layer subsequently applied to said casting substrate (1); 

(c) attaching a non-self-supporting, elastomeric thermoplastic resin film (2) comprising a layer or layers depos- 
ited from a liquid medium onto one side of said casting substrate (1) to form a composite web (5) by means 

5 comprising attraction forces between said resin film (2) and said casting substrate (1 ) or said casting substrate 

(1 ) having said controlled-release surface under conditions that permit the separation of said casting substrate 
(1) from the resin film (2) upon the application of a release force, said resin film (2) having a thickness of from 
0.75 to 25 ujn; 

(d) applying an adhesive (4) to the resin film side of the composite web (5) opposite said casting substrate (1 ), 
10 said adhesive including in intimate admixture an effective amount of a materia! for producing a low zero minute 

peel value whereby said laminate can be easily applied to a substrate to be decorated and removed and repo- 
sitioned or straightened, if necessary, and thereafter provides an increase in peel value over time to provide 
that said adhesive (4) has an ultimate release energy level greater than the attraction forces between said resin 
film (2) and said casting substrate (1 ) or said casting substrate (1 ) having said controlled release surface; and 
15 (e) optionally, applying a temporary backing in contact with said adhesive (4), said backing being adapted sub- 

sequently to be stripped from contact with the adhesive (4); 

whereby said composite web (5) is suitable for mounting on a substrate to be decorated, after first having 
stripped any optional backing therefrom, and said casting substrate (1 ) may, at the option of the user, be sep- 
arated from said resin film (2) at a release force that effectuates such separation, without, at the same time, 
20 stripping said resin film (2) from the substrate to be decorated, and said resin film (2) may be overcoated with 

one or more abrasion resistant coatings. 

16. The process of Claim 15 wherein said laminate produced is self-wound and does not include said optional tempo- 
rary backing, said adhesive (4) being further characterized by having a bonding energy of adhesion of a lower value 

25 than that of the side of said casting substrate (1 ) which is not covered by said resin film (2), whereby when rolled 
upon itself said adhesive (4) remains on said resin film (2) without transferring to the non-resin film side of said com- 
posite web (5). 

17. The process of Claim 15 wherein said laminate is not self-wound and includes said temporary backing. 

30 

18. The process as defined in Claim 15, wherein said casting substrate (1) comprises paper or a polymer film. 

19. The process as defined in Claim 18, wherein said polymer is selected from polyethylene, polypropylene, polyvinyl 
chloride), polyester, polyurethane, polyacrylate, polycarbonate, polyamide, a synthetic rubber or a blend compris- 

35 ing any of the foregoing. 

20. The process as defined in Claim 15, wherein said release force between said casting substrate (1 ) or said casting 
substrate (1) having said controlled-release surface and said resin film (2) is about 2 to about 39 grams per cm (5 
to about 100 grams per inch) width, and the adhesion energy level of said adhesive (4) is greater than the release 

40 force between said casting substrate (1 ) and said resin film (2). 

21. The process as defined in Claim 20, wherein said release force between said casting substrate (1) and said resin 
film (2) is about 7.9 to 23.6 grams per cm (20 to about 60 grams per inch) width. 

45 22. The process as defined in Claim 15, wherein said adhesive (4) is selected from the group consisting of a pressure 
sensitive adhesive, a heat-activatibfe adhesive, and a water-moistenable adhesive. 

23. The process as defined in Claim 15, wherein said material for producing a low zero-minute peel value comprises a 
polysiloxane and said material is present in an amount comprising from about 0.001 to about 20 percent based on 

so the solids content of the pressure sensitive adhesive. 

24. The process as defined in Claim 15, wherein said resin film (2) comprises an acrylic, a polyester, polyvinyl chlo- 
ride), a rubber, a polyurethane, or a mixture of any of them, deposited from an organic solvent or a water-based 
medium onto the casting substrate (1 ) or the casting substrate (1 ) having said controlled-release surface and cured 

55 by heat, electron beams or ultra-violet light. 

25. The process as defined in Claim 1 5, wherein said resin film (2) is transparent such that once said casting substrate 
(1 ) is removed, the color or any printed indicia on the substrate to be decorated is evident. 
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26. The process as defined in Claim 15, wherein said resin film is transparent and said resin film side of said composite 
web (5) is reverse printed in one or more colors with decorative indicia prior to the application of said adhesive (4). 

27. The process as defined in Claim 26, wherein said resin film side of said composite web (5) is reverse printed in one 
5 or more colors with a pattern of decorative indicia such that transparent, unprinted areas remain whereby the color 

or any printed indicia in said substrate to be decorated is evident 

28. The process as defined in Claim 15, wherein said resin film (2) is a solid pigmented opaque thin film and said dec- 
orative surface has the appearance of dry paint. 

10 

PatentansprGche 

1. Selbstklebendes dekoratives Oberfiachenbelag-Laminat in Folienform fur Wande, Regale, M6bel, Wohnungs-Ein- 
richtungen, Bodenbeiage und dgl., das ein Abdeckungs-Substrat, einen thermoplastischen Harzfilm, der an dem 
is Abdeckungs-Substrat haftet unter Bildung einer Verbundbahn, und einen Klebstoff, der auf der Harzsette der Ver- 
bundbahn angeordnet ist, umfaGt, dadurch gekennzeichnet, daQ 

es au&erdem umfaBt: gegebenenfalls eine kontrollierte Abzieh-Oberflache auf dem genannten Abdeckungs- 
Substrat (1), die ein mattes oder glanzendes Finish veiieiht und die Oberflachenabzugsenergie der ersten 
Schicht nach dem Aufbringen auf das genannte Abdeckungs-Substrat (1 ) kontrollieren (steuern) kann; 
der genannte thermoplastische Harzfilm (2) ein nicht-selbsttragender elastomerer Harzfilm ist, der eine oder 
mehrere Schichten auf dem Abdeckungs-Substrat (1) aufweist und mitteis der Anziehungskrdfte zwischen 
dem genannten Harzfilm (2) und dem genannten Abdeckungs-Substrat (1) oder dem genannten Abdeckungs- 
Substrat (1), das eine kontrollierte Abzieh-Oberflache aufweist, daran haftet unter Bildung einer Verbundbahn 
(5), wobei der genannte Harzfilm (2) eine Dicke von 0,75 bis 25 u/n hat und nach dem Umdekorieren keine 
sichtbaren RSnder trSgt; 

der genannte Klebstoff (4) in inniger Mischung eine wirksame Menge eines Materials zur Erzielung eines nied- 
rigen 0 Minuten-Abzugswerts enthalt, wodurch das genannte Laminat leicht auf das zu dekorierende Substrat 
aufgebracht und entfernt und erforderlichenfalls umpositioniert Oder ausgerichtet werden kann und danach 
einen Anstieg des Abziehwertes mit dem Ablauf der Zeit ergibt, urn zu bewirken, daB der genannte Klebstoff 
(4) eine End-Abzugsenergie aufweist, die grfifier ist ais die Anziehungskrafte zwischen dem genannten Harz- 
film (2) und dem genannten Abdeckungs-Substrat (1) oder dem genannten Abdeckungs-Substrat (1 ), das eine 
kontrollierte Abzieh-Oberflache aufweist, wobei der genannte Klebstoff (4) auf der Harzfilmseite der genannten 
Verbundbahn (5) gegenuber dem genannten Abdeckungs-Substrat (1) angeordnet ist; und 
es aufterdem umfaBt gegebenenfalls einen temporaren Trager im Kontakt mit dem genannten Klebstoff (4), 
wobei der genannte Trager anschliefiend aus dem Kontakt mit dem genannten Klebstoff (4) abgezogen wer- 
den kann, so daft die genannte Verbundbahn (5) auf ein zu dekorierendes Substrat aufgebracht werden kann, 
nachdem vorher ein gegebenenfalls vorhandener temporarer Trager davon abgezogen worden ist, und das 
genannte Abdeckungs-Substrat (1), falls von dem Benutzer gewOnscht, von dem genannten Harzfilm (2) mit 
einer Abziehkraft entfernt werden kann, welche die Trennung bewirkt, ohne daB gleichzeitig der genannte 
Harzfilm (2) von dem zu dekorierenden Substrat abgezogen wird, und der genannte Harzfilm (2) mit einem 
oder mehreren abriebsbestSndigen OberzOgen beschichtet werden kann. 

2. Laminat nach Anspruch 1 , das selbstaufrollend ist und den genannten temporaren Trager nicht enthait, wobei der 
45 genannte Klebstoff (4) ferner dadurch gekennzeichnet ist, dad der eine Adhdsions-Bindungsenergie eines niedri- 
geren Wertes aufweist als derjenige auf der Seite des genannten Abdeckungs-Substrats (1), das nicht mit dem 
genannten Harzfilm (2) beschichtet ist, wodurch beim Selbstaufrollen der genannte Klebstoff (4) auf dem genann- 
ten Harzfilm (5) verbleibt, ohne auf die harzfreie Filmseite der genannten Verbundbahn (5) Gbertragen zu werden. 

so 3. Laminat nach Anspruch 1 , dadurch gekennzeichnet, daft es nicht selbstaufrollend ist und dad es den genannten 
optionalen temporaren Trager aufweist. 

4. Laminat nach Anspruch 1 , worin das Abdeckungs-Substrat (1 ) Papier oder einen Polymerfilm umfaBt 

55 5. Laminat nach Anspruch 4, worin das genannte Polymer ausgewahlt wird aus Polyethylen, Polypropyfen, Poly(vinyl- 
chlorid), Polyester, Polyurethan, Polyacrylat, Polycarbonat, Polyamid, synthetischem Kautschuk oder einer 
Mischung beliebiger der obengenannten Materialien. 



25 



30 



35 



11 



EP 0 569 921 B1 



6. Laminat nach Anspaich 1 , worin die genannte Abziehkrafl zwischen dem genannten Abdeckungs-Substrat (1 ) 
Oder dem genannten Abdeckungs-Substrat (1), das die genannte kontrollierte Abzieh-Oberflache aufweist, und 
dem genannten Harzfilm (2) etwa 2 bis etwa 39 g/cm (5-100 g/inch) Breite betrSgt und der Adhasionsenergie-Wert 
des genannten Klebstoffes (4) grd&er ist als die Abziehkrafl zwischen dem genannten Abdeckungs-Substrat (1) 
Oder dem genannten Abdeckungs-Substrat (1), das die genannte kontrollierte Abzieh-Oberflache aufweist, und 
dem genannten Harzfilm (2). 

7. Laminat nach Anspruch 6, worin die genannte Abziehkraft zwischen dem genannten Abdeckungs-Substrat (1) 
Oder dem genannten Abdeckungs-Substrat (1), das gegebenenfalls die genannte kontrollierte Abzieh-Oberflache 
aufweist, und dem genannten Harzfilm (2) etwa 7,9 bis etwa 23,6 g/cm (20-60 g/inch) Breite betragt. 

8. Laminat nach Anspruch 1 , worin der genannte Klebstoff (4) ausgewShlt wird aus der Gruppe, die besteht aus 
einem selbstklebenden (druckempfindlichen) Klebstoff, einem durch Warme aktivierbaren Klebstoff und einem 
wiederanfeuchtbaren Klebstoff. 

9. Laminat nach Anspruch 1 , worin das genannte Material zur Erzielung eines niedrigen 0 Minuten-Abziehwertes ein 
Polysiloxan umfaBt und das genannte Material in einer Menge vorliegt, die etwa 0,001 bis etwa 20 %, bezogen auf 
den Feststoffgehalt des genannten selbstklebenden Klebstoffes, betragt. 

10. Laminat nach Anspruch 1, worin der genannte Harzfilm (2) umfaSt ein Acrylharz, einen Polyester, Poly(vinylchlo- 
rid), einen synthetischen Kautschuk, ein Polyurethan Oder eine Mischung beliebiger dieser Materialien, der aus 
einem organischen LGsungsmittel oder einem Medium auf Wasserbasis auf dem genannten Abdeckungs-Substrat 
(1) abgeschieden worden ist und der durch Warme, Elektronenstrahlen oder ultraviolettes Licht gehartet worden 
ist. 

11. Laminat nach Anspruch 1, worin der genannte Harzfilm (2) transparent ist, so daft dann, wenn das Abdeckungs- 
Substrat (1) einmal entfernt worden ist, die Farbe oder irgendein Muster auf dem zu dekorierenden Substrat sicht- 
bar ist. 

12. Laminat nach Anspruch 1 , worin der genannte Harzfilm (2) transparent ist und die Harzfilmseite der genannten Ver- 
bundbahn (5) mit einem Reverse-Aufdruck in einer oder mehreren Farben mit dekorativen Mustern vor dem Auf- 
bringen des genannten Klebstoffes (4) versehen worden ist. 

13. Laminat nach Anspruch 12, worin die genannte Harzfilmseite der Verbundbahn (5) mit einem Reverse-Aufdruck in 
einer oder mehreren Farben mit einem Muster von dekorativen Zeichnungen in der Weise versehen ist, daS trans- 
parente, unbedruckte FlSchen verbleiben, so daft die Farbe oder irgendwelche aufgedruckten Muster in dem zu 
dekorierenden Substrat sichtbar sind. 

14. Laminat nach Anspruch 1 , worin der genannte Harzfilm (2) ein solider pigmentierter opaker dunner Film ist und die 
dekorierte Oberflache das Aussehen eines trockenen Farbanstriches hat. 

15. Verfahren zur Herstellung eines selbstklebenden, dekorativen Oberflachebelag-Materials in Folien-Form fur 
Wande, Regale, Mabel, Wohnungs-Einrichtungen, Bodenbeiage und dgL, das umfaSt ein Abdeckungs-Substrat, 
einen thermoplastischen Harzfilm, der an dem Abdeckungs-Substrat haftet unter Bildung einer Verbundbahn, und 
einen Klebstoff, der auf der Harzseite der Verbundbahn angeordnet ist, dadurch gekennzeichnet, dali es die fbl- 
genden Stufen umfaSt: 

(a) das Bereitstellen eines Abdeckungs-Substrats (1); 

(b) gegebenenfalls das Bereitstellen einer kon troll ierten Abzieh-Oberflache auf dem genannten Abdeckungs- 
Substrat (1 ) entweder durch Aufbringen eines gianzenden Finish, eines matten Finish oder eines Abzieh-Ober- 
zugs, wobei die genannte Oberflache die Abzieh-Oberfiachenenergie der Schicht nach dem Aufbringen auf 
das genannte Abdeckungs-Substrat (1 ) kontrollieren (steuern) kann; 

(c) das Befestigen eines nicht-selbsttragenden, elastomeren thermoplastischen Harzfilms (2), der eine oder 
mehrere Schichten aufweist, die aus einem flussigen Medium auf einer Seite des genannten Abdeckungs- 
Substrats (1) abgeschieden worden sind, daran unter Bildung einer Verbundbahn (5) mittels der Anziehungs- 
krafte zwischen dem genannten Harzfilm (2) und dem genannten Abdeckungs-Substrat (1) oder dem genann- 
ten Abdeckungs-Substrat (1), das die genannte kontrollierte Abzieh-Oberflache aufweist, unter solchen 
Bedingungen, daft sie die Trennung des genannten Abdeckungs-Substrats (1) von dem Harzfilm (2) bei 
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Anwendung einer Abziehkraft erlauben, wobei der genannte Harzfilm (2) eine Dicke von 0,75 bis 25 urn auf- 
weist; 

(d) das Aufbringen eines Klebstoffs (4) auf die Harzfilmseite der Verbundbahn (5), die dem genannten Abdek- 
kungs-Substrat (1) gegenOberliegt, wobei der genannte Klebstoff in inntgem Gemisch eine wirksame Menge 

5 eines Materials enthait zur Erzielung eines niedrigen 0 Minuten-Abziehwertes, wodurch das genannte Laminat 

leicht auf ein zu dekorierendes Substrat aufgebracht und erforderi ichenfalls entfemt und neu positioniert oder 
ausgerichtet werden kann und danach eine Zunahme des Abzieh-Wertes mit dem Ablauf der Zeit ergibt, so 
daG der genannte Klebstoff (4) einen End-Abziehenergiewert aufweist, der grGSer ist als die Anziehungskrafte 
zwischen dem genannten Harzfilm (2) und dem genannten Abdeckungs-Substrat (1) oder dem genannten 

10 Abdeckungs-Substrat (1 ), das die genannte kontrollierte Abzieh-Oberfiache aufweist; und 

(e) gegebenenfalls das Aufbringen eines temporaren TrSgers im Kontakt mit dem genannten Klebstoff (4), 
wobei der genannte Trager anschlieGend aus dem Kontakt mit dem Klebstoff (4) abgezogen werden kann; 
so daft die genannte Verbundbahn (5) auf ein zu dekorierendes Substrat aufgebracht werden kann, nachdem 
vorher irgendein gegebenenfalls vorhandener Trager davon abgezogen worden ist, und das genannte Abdek- 

15 kungs-Substrat (1), falls vom Benutzer gewQnscht, von dem genannten Harzfilm (2) getrennt werden kann 

unter Anwendung einer Abziehkraft, die diese Trennung bewirkt, ohne dafi gleichzeitig der genannte Harzfilm 
(2) von dem zu dekorierenden Substrat abgezogen wird, und der genannte Harzfilm (2) mit einem oder meh- 
reren abriebsbestandigen Oberzugen beschichtet werden kann. 

20 16. Verfahren nach Anspruch 15, worin das gebiidete Laminat selbstaufrollend ist und den genannten optionalen tem- 
poraren TrSger nicht aufweist, wobei der genannte Klebstoff (4) ferner dadurch gekennzeichnet ist, daS er eine 
Adhasions-Bindungsenergie mit einem niedrigeren Wert als diejenige auf der Seite des genannten Abdeckungs- 
Substrats (1), das von dem genannten Harzfilm (2) nicht bedeckt ist, aufweist, wodurch beim Selbstaufrollen der 
genannte Klebstoff (4) auf dem genannten Harzfilm (2) verbleibt, ohne auf die Harzfilm-freie Seite der genannten 

25 Verbundbahn (5) Obertragen zu werden. 

17. Verfahren nach Anspruch 15, worin das genannte Laminat nicht selbstaufrollend ist und den genannten tempora- 
ren Trager aufweist. 

30 18. Verfahren nach Anspruch 15, worin das genannte Abdeckungs-Substrat (1) Papier oder einen Polymerfilm umfefit. 

19. Verfahren nach Anspruch 18, worin das genannte Polymer ausgewahlt wird aus Polyethylen, Polypropylen, 
Poly(vinylchlorid), Polyester, Polyurethan, Polyacrylat, Polycarbonat, Polyamid, einem synthetischen Kautschuk 
oder einer Mischung beliebiger der obengenannten Materialien. 

35 

20. Verfahren nach Anspruch 15, worin die genannte Abziehkraft zwischen dem genannten Abdeckungs-Substrat (1) 
oder dem genannten Abdeckungs-Substrat (1), das eine kontrollierte Abzieh-Oberfiache aufweist, und dem 
genannten Harzfilm (2) etwa 2 bis etwa 39 g/cm (5-100 g/inch) Breite betragt und der Adhasionsenergiewert des 
genannten Klebstoffes (4) grader ist als die Abziehkraft zwischen dem genannten Abdeckungs-Substrat (1) und 

40 dem genannten Harzfilm (2). 

21. Verfahren nach Anspruch 20, worin die genannte Abziehkraft zwischen dem genannten Abdeckungs-Substrat (1) 
und dem genannten Harzfilm (2) etwa 7,9 bis 23,6 g/cm (20-60 g/inch) Breite betragt. 

45 22. Verfahren nach Anspruch 15, worin der genannte Klebstoff (4) ausgewahlt wird aus der Gruppe, die besteht aus 
. einem selbstkiebenden Klebstoff, einem durch Warme aktivierbaren Klebstoff und einem mit Wasser anfeuchtba- 
ren Klebstoff. 

23. Verfahren nach Anspruch 15, worin das genannte Material zur Erzielung eines niedrigen 0 Minuten-Abziehwertes 
so ein Poiysiloxan umfalit und das genannte Material in einer Menge vorliegt, die etwa 0,001 bis etwa 20 %, bezogen 

auf den Feststoffgehalt des selbstkiebenden Klebstoffes, betragt. 

24. Verfahren nach Anspruch 15, worin der genannte Harzfilm (2) umfafit ein Acryiharz, einen Polyester, Poly(vinyl- 
chlorid), einen Kautschuk, ein Polyurethan oder eine beliebige Mischung derselben, der aus einem organischen 

55 L6sungsmittel oder einem Medium auf Wasserbasis auf dem Abdeckungs-Substrat (1 ) oder auf dem Abdeckungs- 
Substrat (1), das die genannte kontrollierte Abzieh-Oberfiache aufweist, abgeschieden und mittels Warme, Elek- 
tronenstrahlen oder ultraviolettem Licht gehartet worden ist. 
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25. Verfahren nach Anspruch 15, worin der genannte Harzfilm (2) transparent ist so dafi dann, wenn das genannte 
Abdeckungs-Substrat (1 ) einmal entfemt wird, die Farbe oder irgendein Muster, das auf das zu dekorierende Sub- 
strat aufgedruckt worden ist, sichtbar ist. 

26. Verfahren nach Anspruch 15, worin der genannte Harzfilm transparent ist und die genannte Harzfilmseite der 
genannten Verbundbahn (5) mit einem Reverse-Aufdruck in einer Oder mehreren Farben mit dekorativen Mustern 
versehen worden ist vor dem Aufbringen des genannten Klebstoffs (4). 

27. Verfahren nach Anspruch 26, worin die genannte Harzfilmseite der genannten Verbundbahn (5) mit einem 
Reverse-Aufdruck in einer oder mehreren Farben mit einem Muster von dekorativen Zeichnungen so versehen 
worden ist. daB transparente unbedruckte FlSchen verbleiben, so daS die Farbe oder irgendwelche aufgedruckten 
Muster in dem zu dekorierenden Substrat sichtbar sind. 

28. Verfahren nach Anspruch 15, worin der genannte Harzfilm (2) ein solider pigmentierter opaker dQnner Film ist und 
die genannte dekorative Oberfldche das Aussehen eines trockenen Farbanstriches hat. 

Revendications 

1. Stratifie autocollant de couverture de surfaces decoratives sous forme d'une feuille pour des murs, des etageres, 
des meubles, I'ameublement d'une maison, le sol et analogues, comprenant un substrat de coulee, un film de 
resine thermoplastique fixe sur le substrat de coulee de facon a former une nappe composite et un adhesif place 
du cdte resine de la nappe composite, caracterise en ce que 

il comprend en outre, 6ventuellement, une surface a anti-adherence reglee sur (edit substrat de coulee (1 ) four- 
nissant un fini plus mat ou brillant et adaptee au contrdle de Penergie superficielle de decollement de la pre- 
miere couche appliquee par la suite sur ledit substrat de coulee (1 ) ; 

led it film de r6sine thermoplastique (2) est un film de resine eJastomere non auto-porteur comprenant une ou 
des couches sur le substrat de coulee (1 ) et fixe sur ceiui-ci par des moyens comprenant des forces d'attraction 
entre ledit film de resine (2) et ledit substrat de coulee (1 ), ou ledit substrat de coulee (1 ) ayant une surface a 
anti-adherence reglee, pour former une nappe composite (5), ledit film de resine (2) ayant une epaisseur de 
0,75 a 25 urn, ledit film de resine (2) ne presentant pas de bords visibles apres la redecoration ; en ce que ledit 
adhesif (4) comprend un melange intime d'une quantite efficace d'une matiere produisant une faible valeur de 
decollement au bout de zero minute, afin que ledit stratifie puisse §tre facilement appliqu6 sur un substrat a 
decorer et retire et remis en place ou redresse, le cas echeaht, et ensuite fournisse une augmentation de la 
valeur de decollement au cours du temps pour assurer que ledit adhesif (4) possede un niveau d'energie de 
decollement ultime superieur aux forces d'attraction entre ledit film de resine (2) et ledit substrat de coulee (1 ), 
ou ledit substrat (1) ayant une surface a anti-adherence reglee, ledit adhesif (4) etant place du cdte film de 
r6sine de ladite nappe composite (5) oppose audit substrat de coulee (1) ; et en ce que 
il comprend en outre, eventuellement, un support temporaire en contact avec ledit adhesif (4), ledit support 
etant concu par la suite pour dtre decode dudit adhesif (4), afin que ladite nappe composite (5) convienne au 
montage sur un substrat 

destine a 3tre decore, apres avoir au prealable decode tout support temporaire facultatrf de celle-ci, et ledit 
substrat de coulee (1) peut §tre, selon le souhait de I'utilisateur, s6par6 dudit film de resine (2) par une force 
de decollement qui permet cette separation, sans decoder en mdme temps ledit film de resine (2) du substrat 
a decorer, et ledit film de resine (2) peut 6tre recouvert d'un ou de plusieurs revdtements resistants a I'abra- 
sion. 

2. Stratifie selon la revendication 1, qui est enroule sur lui-m§me et ne comprend pas ledit support temporaire facul- 
tatif, ledit adhesif (4) etant en outre caracterise en ce qu'il possede une energie de liaison d'une valeur inferieure a 
cede du cdte dudit substrat de coulee (1) qui n'est pas recouvert par ledit film de resine (2), afin que lorsqu'il est 
enroule sur lukn§me, ledit adhesif (4) reste sur ledit film de resine (2) sans dtre transfere sur le cdte sans film de 
resine de ladite nappe composite (5). 

3. Stratifie selon la revendication 1 , caracterise en ce qu'il n'est pas enroule sur lui-mdme et en ce qu'il comprend ledit 
support temporaire tacultatii 

4. Stratifie selon la revendication 1, dans iequel ledit substrat de coulee (1) comprend un film de papier ou de poly- 
mere. 
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5. Stratifie selon ia revendication 4, dans lequel ledit polymere est choisi parmi le polyethylene, le polypropylene, le 
poly(chlorure de vinyle), le polyester, le polyurethane, te polyacrylate. le polycarbonate, le polyamide, un caout- 
chouc synthetique ou un melange de tout polymere precedent. 

6. Stratifie selon la revendication 1 , dans iequel ladite force de decoliement entre ledit substrat de coulee (1 ), ou ledit 
substrat de coulee (1 ) ayant une surface a anti-adherence reglee. et ledit film de resine (2) est d'environ 2 £ environ 
39 grammes par cm (5 a environ 100 grammes par pouce) de largeur, et le niveau d'energie d'adherence dudit 
adhesif (4) est superieur a la force de decoliement entre ledit substrat de coulee (1 ), ou ledit substrat de coulee (1 ) 
ayant une surface d anti-adherence reglee, et ledit film de resine (2). 

7. Stratifie selon la revendication 6, dans lequel ladite force de decoliement entre ledit substrat de coulee (1 ), ou ledit 
substrat de coulee (1 ) ayant eventuellement une surface a anti-adherence reglee, et ledit film de resine (2) est 
d'environ 7,9 a environ 23,6 grammes par cm (20 a environ 60 grammes par pouce) de largeur. 

8. Stratifie selon la revendication 1, dans lequel ledit adhesif (4) est choisi dans le groupe constitue par un adhesif 
autocollant, un adhesif thermoactive et un adhesif pouvant etre rehumecte. 

9. Stratifie selon la revendication 1 , dans lequel ladite matiere produisant une faible valeur de decoliement au bout de 
zero minute comprend un polysiloxane et ladite matiere est presente en une proportion d'environ 0,001 a environ 
20% par rapport a la teneur en matieres solides dudit adhesif autocollant. 

10. Stratifie selon la revendication 1, dans lequel ledit film de resine (2) comprend un acrylique, un polyester, un 
po)y(chlorure de vinyle), un caoutchouc synthetique, un polyurethane ou un melange de ces composes quelcon- 
ques, deposee a partir d'un solvant organique ou d'un milieu a base d'eau sur ledit substrat de coulee (1 ), et durci 
par de la chaleur, un faisceau d'electrons ou une lumiere ultraviolette. 

11. Stratifie selon la revendication 1 , dans lequel ledit film de resine (2) est transparent de sorte que, lorsque ledit subs- 
trat de coulee (1) est retire, la couleur ou toute marque sur le substrat a decorer est visible. 

12. Stratifie selon la revendication 1 , dans lequel ledit film de resine (2) est transparent et le cote film de resine de ladite 
nappe composite (5) est imprime a I'envers avec une ou plusieurs couleurs avec des marques decoratives avant 
Implication dudit adhesif (4). 

13. Stratifie selon ia revendication 12, dans lequel ledit cdte film de resine de la nappe composite (5) est imprime a 
I'envers avec une ou plusieurs couleurs avec un motif de marques decoratives de sorte que les zones transparen- 
tes non imprimees demeurent de sorte que la couleur ou toute marque imprimee dans ledit substrat d decorer est 
visible. 

14. Stratifie selon la revendication 1 , dans lequel ledit film de resine (2) est un film mince pigmente opaque plein et la 
surface decoree a Taspect d'une peinture seche. 

15. Precede pour la preparation d'un stratifie autocollant de couverture de surfaces decoratives sous forme de feuille 
pour les murs, les etageres, les meubles, I'ameubiement d'une maison, le sol et analogues, comprenant un subs- 
trat de coulee, un film de resine thermoplastique fixe sur le substrat de coulee de facon a farmer une nappe com- 
posite et un adhesif place du cdte resine de la nappe composite, caracterise en ce qu'il comprend les etapes 
consistent a : 

(a) se munir d'un substrat de coulee (1) ; 

(b) fournir, eventuellement, une surface a anti-adherence reglee sur ledit substrat de coulee (1 ) fournissant un 
fini brillant, un fini mat ou un revetement detachable, ladite surface etant adaptee au contrdle de I'energie 
superficielle de decoliement de la couche appliquee par la suite sur ledit substrat de coulee (1) ; 

(c) fixer un film de resine thermoplastique elastomere non autc-porteur (2) comprenant une ou des couches 
deposees a partir d'un milieu liquide sur un cdte dudit substrat de coulee (1 ) pour farmer une nappe composite 
(5) par des moyens comprenant des farces d'attraction entre ledit film de resine (2) et ledit substrat de coulee 
(1 ), ou ledit substrat de coulee (1 ) ayant une surface a anti-adherence reglee, dans des conditions qui permet- . 
tent la separation dudit substrat de coulee (1) du film de resine (2) lors de ('application d'une force de decolie- 
ment, ledit film de resine (2) ayant une epaisseur de 0,75 & 25 urn ; 

(d) appiiquer un adhesif (4) sur le cdte film de resine de ladite nappe composite (5) oppose audit substrat de 
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coulee (1), ledit adhesif (4) comprenant un melange intime d'une quantity efficaca d'une matiere produisant 
une faibte valeur de decollement au bout de zero minute, afin que (edit stratifie puisse etre facilement applique 
sur un substrat destine a §tre decore et retire et remis en place ou redresse, le cas echeant, et ensuite four- 
nisse une augmentation de la valeur de decollement au cours du temps pour assurer que ledit adhesif (4) pos- 

5 sede un niveau d'energie de decollement ultimo superieur aux forces d'attraction entre ledit film de resine (2) 

et ledit substrat de coulee (1), ou ledit substrat (1) ayant une surface a anti-adherence regiee ; et 
(e) eventuellement appliquer un support temporaire en contact avec ledit adhesif (4), ledit support etant concu 
par la suite pour etre decolle dudit adhesif (4), afin que iadite nappe composite (5) convienne au montage sur 
un substrat a decorer, apres avoir au prealable decolle tout support temporaire facultatif de celle-ci, et ledit 

io substrat de coulee (1 ) peut §tre, selon le souhait de I'utilisateur, separe dudit film de resine (2) par une force 

de decollement qui permet cette separation, sans decoller en meme temps ledit film de resine (2) du substrat 
a decorer, et ledit film de resine (2) peut §tre recouvert d'un ou de plusieurs revfitements resistants a I'abra- 
sion. 

is 16. Precede selon la revendication 15. dans lequel ledit stratifie produit est enroule sur lui-meme et ne comprend pas 
ledit support temporaire facultatif, ledit adhesif (4) etant en outre caracterise en ce qu'il possede une energie de 
liaison d'une valeur inferieure a celle du cdte dudit substrat de coulee (1) qui n'est pas recouvert par ledit film de 
resine (2), afin que lorsqu'il est enroule sur lui-meme, ledit adhesif (4) reste sur ledit film de resine (2) sans §tre 
transfere sur le cdte sans film de resine de Iadite nappe composite (5). 

20 

17. Precede selon la revendication 15, dans lequel ledit stratifi6 n'est pas enroule sur lui-mSme et comprend ledit sup- 
port temporaire. 

18. Procede selon la revendication 15, dans lequel ledit stratifie de coulee (1) comprend un film de papier ou de poly- 
25 mere. 

19. Procede selon la revendication 18, dans lequel ledit polymere est choisi parmi le polyethylene, le polypropylene, le 
poly(chlorure de vinyle), le polyester, le polyurethane, le polyacryiate, le polycarbonate, le polyamide, un caout- 
chouc synthetique ou un melange comprenant tout polymere precedent. 

30 

20. Procede selon la revendication 15, dans lequel Iadite force de decollement entre ledit substrat de coulee (1), ou 
ledit substrat de coulee (1) ayant une surface a anti-adherence regiee, et ledit film de resine (2) est d'environ 2 a 
environ 39 grammes par cm (5 a environ 100 grammes par pouce) de largeur, et le niveau d'energie d'adherence 
dudit adhesif (4) est superieur a la force de decollement entre ledit substrat de coulee (1 ) et ledit film de resine (2). 

35 

21 . Procede selon la revendication 20, dans lequel Iadite force de decollement entre ledit substrat de coulee (1 ) et ledit 
film de resine (2) est d'environ 7,9 a environ 23,6 grammes par cm (20 a environ 60 grammes par pouce) de lar- 
geur. 

40 22. Procede selon la revendication 15, dans lequel ledit adhesif (4) est choisi dans le groupe constitue par un adhesif 
autocoilant, un adhesif thermoactive et un adhesif pouvant etre rehumecte. 

23. Procede selon la revendication 15, dans lequel Iadite matiere produisant une faible valeur de decollement au bout 
de zero minute comprend un polysiioxane et Iadite matiere est presents en une proportion d'environ 0,001 a envi- 

45 ron 20% par rapport a la teneur en matieres solides dudit adhesif autocollant. 

24. Procede selon la revendication 15, dans lequel ledit film de resine (2) comprend un acrylique, un polyester, un 
poly(chlorure de vinyle), un caoutchouc synthetique, un polyurethane ou un melange de ces composes quelcon- 
ques, deposee a partir d'un solvant organique ou d'un milieu a base d'eau sur ledit substrat de coulee (1 ), ou sur 

so le substrat de coulee (1 ) ayant Iadite surface a anti-adherence regiee, et durci par de la chaleur, un faisceau d'elec- 
trons ou une lumiere ultraviolette. 

25. Procede selon la revendication 15, dans lequel ledit film de resine (2) est transparent de sorte que lorsque ledit 
substrat de coulee (1) est retire, la couleur ou toute marque imprimee sur ie substrat a decorer est visible. 

55 

26. Procede selon la revendication 15, dans lequel ledit film de resine (2) est transparent et le cdte film de resine de 
Iadite nappe composite (5) est imprime a i'envers avec une ou plusieurs couleurs avec des marques decoratives 
avant I'application dudit adhesif (4). 
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27. Proc6d6 selon la revendication 26, dans lequel ledit c6t6 film de lysine de la nappe composite (5) est imprimg a 
Tenvers avec une ou ptusieurs couleurs avec un motif de marques decoratives de sorte que les zones transparent 
tes non imprim§es demeurent de sorte que la couleur ou toute marque imprimee dans (edit substrat a decorer soit 
visible. 

28. Proc&Je selon la revendication 15, dans lequel ledit film de resine (2) est un film mince pigmente opaque plein et 
la surface decoree a I'aspect d'une peinture seche. 



17 



EP 0 569 921 B1 



FIG. 1 
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FIG. 3 
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